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(57) ABSTRACT 

A high efficiency electric motor has a generally polyhedrally 
shaped bulk amorphous metal magnetic component in which 
a plurality of layers of amorphous metal Strips are laminated 
together to form a generally three-dimensional part having 
the shape of a polyhedron. The bulk amorphous metal 
magnetic component may include an arcuate Surface, and 
preferably includes two arcuate Surfaces that are disposed 
opposite to each other. The magnetic component is operable 
at frequencies ranging from about 50 Hz to about 20,000 Hz. 
When the motor is operated at an excitation frequency “f” to 
a peak induction level B, the component exhibits a 
core-loss less than “L” wherein L is given by the formula 
L=0.0074 f(B)+0.000282 f' (B), said core loss, 
Said excitation frequency and Said peak induction level 
being measured in watts per kilogram, hertz, and teslas, 
respectively. Performance characteristics of the bulk amor 
phous metal magnetic component of the present invention 
are Significantly better than those of Silicon-Steel compo 
nents operated over the same frequency range. 

6 Claims, 6 Drawing Sheets 
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BULK AMORPHOUS METAL MAGNETIC 
COMPONENTS FOR ELECTRIC MOTORS 

CROSS-REFERENCE TO RELATED 
APPLICATION 

This application is a Divisional of Co-Pending U.S. Ser. 
No. 09/470,707 filed on Dec. 23. 1999, which is a 
Continuation-in-Part of application Ser. No. 09/187,656, 
filed Nov. 6, 1998, entitled “Bulk Amorphous Metal Mag 
netic Components For Electric Motors.” 

BACKGROUND OF THE INVENTION 

1. Field Of The Invention 

This invention relates to amorphous metal magnetic 
components, and more particularly, to a high efficiency 
electric motor having a generally polyhedrally shaped bulk 
amorphous metal magnetic component. 

2. Description Of The Prior Art 
An electric motor typically contains magnetic compo 

nents made from a plurality of Stacked laminations of 
non-oriented electrical Steel. In variable reluctance motors 
and eddy current motors, the Stators are made from Stacked 
laminations. Both the Stator and the rotor are made from 
Stacked laminations in Squirrel cage motors, reluctance 
Synchronous motorS and Switched reluctance motors. Each 
lamination is typically formed by Stamping, punching or 
cutting the mechanically Soft, non-oriented electrical Steel 
into the desired shape. The formed laminations are then 
Stacked and bound to form the rotor or Stator. 

Although amorphous metals offer Superior magnetic per 
formance when compared to non-oriented electrical Steels, 
they have long been considered unsuitable for use in bulk 
magnetic components Such as the rotors and Stators of 
electric motors due to certain physical properties and the 
corresponding fabricating limitations. For example, amor 
phous metals are thinner and harder than non-oriented Steel 
and consequently cause fabrication tools and dies to wear 
more rapidly. The resulting increase in the tooling and 
manufacturing costs makes fabricating bulk amorphous 
metal magnetic components using Such techniques commer 
cially impractical The thinneSS of amorphous metals also 
translates into an increased number of laminations in the 
assembled components, further increasing the total cost of 
an amorphous metal rotor or Stator magnet assembly. 
Amorphous metal is typically Supplied in a thin continu 

ous ribbon having a uniform ribbon width. However, amor 
phous metal is a very hard material, making it very difficult 
to cut or form easily, and once annealed to achieve peak 
magnetic properties, becomes very brittle. This makes it 
difficult and expensive to use conventional approaches to 
construct a bulk amorphous metal magnetic component. The 
brittleness of amorphous metal may also cause concern for 
the durability of the bulk magnetic component in an appli 
cation Such as an electric motor. 

Another problem with bulk amorphous metal magnetic 
components is that the magnetic permeability of amorphous 
metal material is reduced when it is Subjected to physical 
Stresses. This reduced permeability may be considerable 
depending upon the intensity of the Stresses on the amor 
phous metal material. As a bulk amorphous metal magnetic 
component is Subjected to Stresses, the efficiency at which 
the core directs or focuses magnetic flux is reduced resulting 
in higher magnetic losses, increased heat production, and 
reduced power. This StreSS Sensitivity, due to the magneto 
Strictive nature of the amorphous metal, may be caused by 
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2 
Stresses resulting from magnetic and mechanical forces 
during the operation of the electric motor, mechanical 
Stresses resulting from mechanical clamping or otherwise 
fixing the bulk amorphous metal magnetic components in 
place, or internal Stresses caused by the thermal expansion 
and/or expansion due to magnetic Saturation of the amor 
phous metal material. 

For certain high Speed motors the core losses of typical 
electrical Steels are prohibitive. In Such cases a designer may 
be forced to use a permalloy alloy as an alternative. 
However, the attendant reduction in Saturation induction 
(e.g. 0.6-0.9T or less for various permalloy alloys versus 
1.8-2.0T for ordinary electrical steels) necessitates an 
increase in the Size of magnetic components comprised of 
permalloy or variants thereof. Furthermore, the desirable 
Soft magnetic properties of the permalloys are adversely and 
irreversibly affected by plastic deformation which can occur 
at relatively low StreSS levels. Such stresses may occur either 
during manufacture or operation of the permalloy compo 
nent. 

SUMMARY OF THE INVENTION 

The present invention provides a low-loSS bulk amor 
phous metal magnetic component having the shape of a 
polyhedron and being comprised of a plurality of layers of 
amorphous metal Strips for use in highly efficient electric 
motors. Also provided by the present invention is a method 
for making a bulk amorphous metal magnetic component. 
The magnetic component is operable at frequencies ranging 
from about 50 Hz to 20,000 Hz and exhibits improved 
performance characteristics when compared to Silicon-Steel 
magnetic components operated over the same frequency 
range. More specifically, a magnetic component constructed 
in accordance with the present invention and excited at an 
excitation frequency “f” to a peak induction level “B,” 
will have a core loSS at room temperature less than "L' 
wherein L is given by the formula L=0.0074 f (B)'+ 
0.000282 f' (B)", the core loss, the excitation fre 
quency and the peak induction level being measured in Watts 
per kilogram, hertz, and teslas, respectively. Preferably, the 
magnetic component will have (i) a core-loss of less than or 
approximately equal to 1 watt-per-kilogram of amorphous 
metal material when operated at a frequency of approxi 
mately 60 Hz and at a flux density of approximately 1.4 
Tesla (T); (ii) a core-loss of less than or approximately equal 
to 20 watts-per-kilogram of amorphous metal material when 
operated at a frequency of approximately 1000 Hz and at a 
flux density of approximately 1.4T, or (iii) a core-loss of less 
than or approximately equal to 70 watt-per-kilogram of 
amorphous metal material when operated at a frequency of 
approximately 20,000 Hz and at a flux density of approxi 
mately 0.30 T. The reduced core loss of the magnetic 
component of the invention advantageously improves the 
efficiency of an electric motor which comprises it. 

In a first embodiment of the present invention, a bulk 
amorphous metal magnetic component comprises a plurality 
of Substantially similarly shaped layers of amorphous metal 
StripS laminated together to form a polyhedrally shaped part. 
The present invention also provides a method of con 

Structing a bulk amorphous metal magnetic component. In 
accordance with a first embodiment of the inventive method, 
amorphous metal Strip material is cut to form a plurality of 
cut Strips having a predetermined length. The cut Strips are 
Stacked to form a bar of Stacked amorphous metal Strip 
material and annealed to enhance the magnetic properties of 
the material and, optionally, to transform the initially glassy 
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Structure to a nanocrystalline Structure. The annealed, 
Stacked bar is impregnated with an epoxy resin and cured. 
The Stacked bar is then cut at predetermined lengths to 
provide a plurality of polyhedrally shaped magnetic com 
ponents having a predetermined three-dimensional geom 
etry. The preferred amorphous metal material has a compo 
Sition defined essentially by the formula FesB.Si. 

In accordance with a Second embodiment of the method 
of the present invention, an amorphous metal Strip material 
is wound about a mandrel to form a generally rectangular 
core having generally radiused corners. The generally rect 
angular core is then annealed to enhance the magnetic 
properties of the material and, optionally, to transform the 
initially glassy Structure to a nanocrystalline Structure. The 
core is then impregnated with epoxy resin and cured. The 
Short Sides of the rectangular core are then cut to form two 
magnetic components having a predetermined three 
dimensional geometry that is the approximate size and shape 
of Said short Sides of Said generally rectangular core. The 
radiused corners are removed from the long Sides of Said 
generally rectangular core and the long Sides of Said gener 
ally rectangular core are cut to form a plurality of polyhe 
drally shaped magnetic components having the predeter 
mined three-dimensional geometry. The preferred 
amorphous metal material has a composition defined essen 
tially by the formula FesB.Si. 

The present invention is also directed to a bulk amorphous 
metal component constructed in accordance with the above 
described methods. 

Construction of bulk amorphous metal magnetic compo 
nents in accordance with the present invention is especially 
Suited for amorphous metal Stators or Stator components in 
highly efficient, variable reluctance motors and eddy current 
motors. Similarly, bulk amorphous metal components may 
be used as both the rotor and the Stator in Squirrel cage 
motors, reluctance Synchronous motors and Switched reluc 
tance motors. It will be understood by those skilled in the art 
that Such motorS may comprise one or more rotors and one 
or more Stators. Accordingly, the terms “a rotor” and “a 
Stator” as used herein with reference to motorS mean a 
number of rotors and Stators ranging from 1 to as many as 
three or more. It will also be recognized by those skilled in 
the art that the term “electric motor', as used herein, refers 
generically to a variety of rotating electrical machines which 
additionally comprise electric generators as well as regen 
erative motors that may be operated optionally as electric 
generators. The magnetic component of the invention may 
be employed in constructing any of these devices. The 
advantages recognized by the present invention include 
Simplified manufacturing and reduced manufacturing time, 
reduced stresses (i.e., magnetostrictive) encountered during 
construction of bulk amorphous metal components, and 
optimized performance of the finished amorphous metal 
magnetic component. 

BRIEF DESCRIPTION OF THE DRAWINGS 

The invention will be more fully understood and further 
advantages will become apparent when reference is had to 
the following detailed description of the preferred embodi 
ments of the invention and the accompanying drawings, 
wherein like reference numeral denote Similar elements 
throughout the several views and in which: 

FIG. 1 is a perspective view of a bulk amorphous metal 
magnetic component in the shape of a three-dimensional 
rectangle constructed in accordance with the present inven 
tion; 

15 

25 

35 

40 

45 

50 

55 

60 

65 

4 
FIG. 2A is a perspective view of a bulk amorphous metal 

magnetic component having the shape of a prism and 
constructed in accordance with the present invention; 

FIG. 2B is a perspective view of a bulk amorphous metal 
magnetic component having oppositely disposed arcuate 
Surfaces and constructed in accordance with the present 
invention; 

FIG. 2C is a top view of a stator for an electric motor 
constructed from Six prism-shaped components as depicted 
in FIG. 2A and Six arcuate components as depicted in FIG. 
2B; 

FIG. 3A is a perspective view of a bulk amorphous metal 
magnetic Stator for an electric motor constructed in accor 
dance with the present invention; 

FIG. 3B is a perspective view of a bulk amorphous metal 
magnetic rotor for an electric motor constructed in accor 
dance with the present invention; 
FIG.3C is a top view of the stator and rotor for an electric 

motor constructed from the stator of FIG. 3A and the rotor 
of FIG. 3B; 

FIG. 4 is a side view of a coil of amorphous metal strip 
positioned to be cut and Stacked in accordance with the 
present invention; 

FIG. 5 is a perspective view of a bar of amorphous metal 
Strips showing the cut lines to produce a plurality of gen 
erally prism-shaped magnetic components in accordance 
with the present invention; 

FIG. 6 is a side view of a coil of amorphous metal strip 
which is being wound about a mandrel to form a generally 
rectangular core in accordance with the present invention; 
and 

FIG. 7 is a perspective view of a generally rectangular 
amorphous metal core showing the cut lines to produce a 
plurality of generally prism-shaped magnetic components 
formed in accordance with the present invention. 

DETAILED DESCRIPTION OF THE 
PREFERRED EMBODIMENTS 

The present invention is directed to high efficiency motors 
constructed using low-loSS bulk amorphous metal compo 
nents Such as, for example Stators, rotors, and component 
parts for Stators and rotors. Generally polyhedrally shaped 
bulk amorphous metal components are constructed in accor 
dance with the present invention having various geometries 
including, but not limited to, rectangular, Square, prism. In 
addition, any of the previously mentioned geometric shapes 
may include at least one arcuate Surface, and preferably two 
oppositely disposed arcuate Surfaces to form a generally 
curved or arcuate bulk amorphous metal component. 
Furthermore, complete Stators and rotorS may be constructed 
as bulk amorphous metal components in accordance with the 
present invention. Those Stators and rotorS may have either 
a unitary construction or they may be formed from a 
plurality of pieces which collectively form the completed 
component. Alternatively, a Stator and/or rotor may be a 
composite Structure comprised entirely of amorphous metal 
parts or a combination of amorphous metal parts with other 
magnetic materials. 

Referring now to the drawings in detail, FIG. 1 depicts a 
generally polyhedrally shaped bulk amorphous metal com 
ponent 10. AS used herein, the term polyhedron refers to a 
multi-faced or sided Solid. This includes, but is not limited 
to, three-dimensional rectangles, Squares, trapezoids, and 
prisms. In addition, any of the previously mentioned geo 
metric shapes may include at least one, and preferably two, 
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arcuate Surface or sides that are disposed opposite each other 
to form a generally arcuately shaped component. The mag 
netic component 10 depicted in FIG. 1 is comprised of a 
plurality of Substantially similarly shaped layers of amor 
phous metal Strip material 20 that are laminated together and 
annealed. A three-dimensional magnetic component 10 con 
Structed in accordance with the present invention and 
excited at an excitation frequency “f” to a peak induction 
level “B,” will have a core loSS at room temperature leSS fix 

than “L” wherein L is given by the formula L=0.0074 f 
(B)'+0.000282 f' (B), the core loss, the excita 
tion frequency and the peak induction level being measured 
in Watts per kilogram, hertz, and teslas, respectively. In a 
preferred embodiment, the magnetic component has (i) a 
core-loSS of less than or approximately equal to 1 watt-per 
kilogram of amorphous metal material when operated at a 
frequency of approximately 60 Hz, and at a flux density of 
approximately 1.4 Tesla (T); (ii) a core-loss of less than or 
approximately equal to 20 watts-per-kilogram of amorphous 
metal material when operated at a frequency of approxi 
mately 1000 Hz and at a flux density of approximately 1.4 
T, or (iii) a core-loss of less than or approximately equal to 
70 watt-per-kilogram of amorphous metal material when 
operated at a frequency of approximately 20,000 Hz and at 
a flux density of approximately 0.30T. The reduced core loss 
of the component of the invention advantageously improves 
the efficiency of an electric motor comprising it. The low 
values of core loSS make the bulk magnetic component of the 
invention especially Suited for use in motors wherein a high 
pole count or a high rotational Speed necessitates a high 
frequency magnetic excitation, e.g., excitation at above 100 
HZ. The inherent high core loss of conventional Steels at high 
frequency renders them unsuitable for use in Such motors 
requiring high frequency excitation. These core loss perfor 
mance values apply to the various embodiments of the 
present invention, regardless of the Specific geometry of the 
bulk amorphous metal component. 

The magnetic component 100 depicted in FIG. 2A is 
generally prism-shaped and preferably includes five (5) 
Sides 110 or Surfaces. The pentagonally-shaped polyhedron 
component 100 is comprised of a plurality of layers of 
amorphous metal Strip material 20 that are each Substantially 
the Same size and Shape. The Strip material 20 is Stacked, 
laminated together and then annealed. 
The magnetic component 200 depicted in FIG. 2B 

includes at least one, and preferably two oppositely disposed 
arcuate surfaces 210. The arcuately-shaped component 200 
is comprised of a plurality of layers of amorphous metal Strip 
material 20 that are each Substantially the same size and 
shape and that are Stacked, laminated together, and annealed. 

The bulk amorphous metal magnetic component 300 
depicted in FIG. 2C may be used as a Stator for a radial gap 
electric motor and is comprised of six pieces of magnetic 
component 100 and six pieces of magnetic component 200. 

The bulk amorphous metal magnetic component 400 
depicted in FIG. 3A is generally circular and includes a 
plurality of generally rectangular teeth 410 that extend 
radially inward toward the center of the circular component 
400. The component 400 is comprised of a plurality of layers 
of amorphous metal Strip material 20 that are each Substan 
tially the same Size and shape and that are Stacked, laminated 
together, and then annealed. A bulk amorphous metal com 
ponent constructed in accordance with the embodiment of 
FIG. 3A may be used as a Stator in a radial air gap electric 
motor. 

The bulk amorphous metal component 500 depicted in 
FIG. 3B is generally disc-shaped and includes a plurality of 
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6 
generally rectangular teeth 510 that extend radially outward. 
The component 500 is comprised of a plurality of layers of 
amorphous metal Strip material 20 that are each Substantially 
the Same Size and shape and that are Stacked, laminated 
together, and then annealed. A bulk amorphous metal com 
ponent constructed in accordance with the embodiment of 
FIG. 3B may be used as a rotor in a radial air gap electric 
motor. 

Referring next to FIG. 3C, a stator 400 and rotor 500 are 
constructed as bulk amorphous metal components in accor 
dance with the present invention and used as part of a high 
efficiency radial air gap electric motor 600. 
The present invention also provides a method of con 

Structing a bulk amorphous metal component. AS shown in 
FIG. 4, a roll 30 of amorphous metal strip material is cut by 
cutting blades 40 into a plurality of strips 20 having the same 
shape and size. The strips 20 are stacked to form a bar 50 of 
stacked amorphous metal strip material. The bar 50 is 
annealed, impregnated with an epoxy resin and cured. The 
bar 50 can be cut along the lines 52 depicted in FIG. 5 to 
produce a plurality of generally trapezoidally-shaped mag 
netic components 10. The finished magnetic component 10 
may be generally rectangular, trapezoidal, Square, or other 
polyhedral shape. The bar 50 may also be cut to produce 
three dimensional shapes in the form of pentagonal prisms 
11, arc-shaped blocks 12, circular-shaped blocks 13 or 
disc-shaped blocks 14, as shown in FIGS. 2A, 2B, 3A and 
3B respectively. 

In a second embodiment of the method of the present 
invention, shown in FIGS. 6 and 7, a bulk amorphous metal 
magnetic component 10 is formed by winding a single 
amorphous metal Strip 22 or a group of amorphous metal 
StripS 22 around a generally rectangular mandrel 60 to form 
a generally rectangular wound core 70. The height of the 
short sides 74 of the core 70 is preferably approximately 
equal to the desired length of the finished bulk amorphous 
metal magnetic component 10. The core 70 is annealed, 
impregnated with an epoxy resin and cured. Two compo 
nents 10 may be formed by cutting the short sides 74, 
leaving the radiused corners 76 on the long sides 78a and 
78b. Additional magnetic components 10 may be formed by 
removing the radiused corners 76 from the long sides 78a 
and 78b, and cutting the longsides 78a and 78b at a plurality 
of locations, indicated by the dashed lines 72. In the example 
illustrated in FIG. 7, the bulk amorphous metal component 
10 has a generally rectangular shape, although other shapes 
are contemplated by the present invention. The wound core 
70 may also be cut to produce three dimensional shapes in 
the form of pentagonal prisms 11, arc-shaped blockS 12, 
circular-shaped blockS 13 or disc-shaped blockS 14, as 
shown in FIGS. 2A, 2B, 3A and 3B respectively. 

Construction in this manner is especially Suited for mag 
netic components Such as amorphous metal Stator and rotor 
assemblies in electric motors. Magnetic component manu 
facturing is simplified and manufacturing time is reduced. 
StreSSes otherwise encountered during the construction of 
bulk amorphous metal components are minimized. Magnetic 
performance of the finished components is optimized. 
The bulk amorphous metal magnetic component 10 of the 

present invention can be manufactured using numerous 
amorphous metal alloys. Generally Stated, the alloys Suitable 
for use in the component 10 construction of the present 
invention are defined by the formula: M-7oss Yso Zoo, 
subscripts in atom percent, where “M” is at least one of Fe, 
Ni and Co, “Y” is at least one of B, C and P, and “Z” is at 
least one of Si, Al and Ge; with the proviso that (i) up to ten 
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(10) atom percent of component “M” can be replaced with 
at least one of the metallic species Ti, V, Cr, Mn, Cu, Zr, Nb, 
Mo, Ta and W, and (ii) up to ten (10) atom percent of 
components (Y--Z) can be replaced by at least one of the 
non-metallic species In, Sn, Sb and Pb. As used herein, the 
term “amorphous metallic alloy' means a metallic alloy that 
Substantially lacks any long range order and is characterized 
by X-ray diffraction intensity maxima which are qualita 
tively similar to those observed for liquids or inorganic 
oxide glasses. 
Amorphous metal alloys Suitable for the practice of the 

invention are commercially available, generally in the form 
of continuous thin strip or ribbon in widths up to 20 cm or 
more and in thicknesses of approximately 20–25 um. These 
alloys are formed with a Substantially fully glassy micro 
structure (e.g., at least about 80% by volume of material 
having a non-crystalline structure). Preferably the alloys are 
formed with essentially 100% of the material having a 
non-crystalline Structure. Volume fraction of non-crystalline 
Structure may be determined by methods known in the art 
Such as X-ray, neutron, or electron diffraction, transmission 
electron microscopy, or differential Scanning calorimetry. 
Highest induction values at low cost are achieved for alloys 
wherein “M” is iron, “Y” is boron and “Z” is silicon. For this 
reason, amorphous metal Strip composed of an iron-boron 
Silicon alloy is preferred. Most preferred is amorphous metal 
Strip having a composition consisting essentially of about 11 
atom percent boron and about 9 atom percent Silicon, the 
balance being iron and incidental impurities. This Strip is 
sold by Honeywell International Inc. under the trade desig 
nation METLAS(R) alloy 2605SA-1. 
The magnetic properties of the amorphous metal Strip 

appointed for use in component 10 of the present invention 
may be enhanced by thermal treatment at a temperature and 
for a time Sufficient to provide the requisite enhancement 
without altering the Substantially fully glassy microStructure 
of the Strip. A magnetic field may optionally be applied to the 
Strip during at least a portion, and preferably during at least 
the cooling portion, of the heat treatment. 

The magnetic properties of certain amorphous alloys 
Suitable for use in component 10 may be significantly 
improved by heat treating the alloy to form a nanocrystalline 
microStructure. This microstructure is characterized by the 
presence of a high density of grains having average Size leSS 
than about 100 nm, preferably less than 50 nm, and more 
preferably about 10-20 nm. The grains preferably occupy at 
least 50% of the volume of the iron-base alloy. These 
preferred materials have low core loSS and low magneto 
Striction. The latter property also renders the material leSS 
Vulnerable to degradation of magnetic properties by Stresses 
resulting from the fabrication and/or operation of the motor. 
The heat treatment needed to produce the nanocrystalline 
Structure in a given alloy must be carried out at a higher 
temperature or for a longer time than would be needed for 
a heat treatment designed to preserve therein a Substantially 
fully glassy microStructure. AS used herein the terms amor 
phous metal and amorphous alloy further include a material 
initially formed with a Substantially fully glassy microstruc 
ture and Subsequently transformed by heat treatment or other 
processing to a material having a nanocrystalline micro 
Structure. Amorphous alloys which may be heat treated to 
form a nanocrystalline microstructure are also often termed, 
Simply, nanocrystalline alloys. The present method allows a 
nanocrystalline alloy to be formed into the requisite geo 
metrical shape of the finished bulk magnetic component. 
Such formation is advantageously accomplished while the 
alloy is still in its as-cast, ductile, Substantially non 
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8 
crystalline form; before it is heat treated to form the nanoc 
rystalline Structure which generally renders it more brittle 
and more difficult to handle. 
Two preferred classes of alloy having magnetic properties 

Significantly enhanced by formation therein of a nanocrys 
talline microstructure are given by the following formulas in 
which the Subscripts are in atom percent. 
A first preferred class of nanocrystalline alloy is 

Feroo.R.T.O.B. Si, wherein R is at least one of Ni 
and Co., T is at least one of Ti, Zr, Hf, V, Nb, Ta, Mo, and 
W, Q is at least one of Cu, Ag, Au, Pd, and Pt, u ranges from 
0 to about 10, X ranges from about 3 to 12, y ranges from 0 
to about 4, Z ranges from about 5 to 12, and W ranges from 
0 to less than about 8. After this alloy is heat treated to form 
a nanocrystalline microstructure therein, it has high Satura 
tion induction (e.g., at least about 1.5 T), low core loss, and 
low Saturation magnetostriction (e.g. a magnetostriction 
having an absolute value less than 4x10). Such an alloy is 
especially preferred for applications wherein a motor of 
minimum size for the required power and torque is 
demanded. 

A Second preferred class of nanocrystalline alloy is 
Feroo.R.T.O.B. Si, wherein R is at least one of Ni 
and Co., T is at least one of Ti, Zr, Hf, V, Nb, Ta, Mo and W. 
Q is at least one of Cu, Ag, Au, Pd, and Pt, u ranges from 
0 to about 10, X ranges from about 1 to 5, y ranges from 0 
to about 3, Z ranges from about 5 to 12, and W ranges from 
about 8 to 18. After this alloy is heat treated to form a 
nanocrystalline microStructure therein, it has a Saturation 
induction of at least about 1.0 T, an especially low core loSS, 
and low Saturation magnetostriction (e.g. a magnetostriction 
having an absolute value less than 4x10). Such an alloy is 
especially preferred for use in a motor required to operate at 
Very high Speed (e.g., requiring an excitation frequency of 
1000 Hz or more). 
The bulk amorphous metal magnetic component 10 of the 

present invention can be cut from bars 50 of stacked 
amorphous metal strip or from cores 70 of wound amor 
phous metal Strip using numerous cutting technologies. The 
component 10 may be cut from the bar 50 or core 70 using 
a cutting blade or wheel. Alternately, the component 10 may 
be cut by electro-discharge machining or with a water jet. 
Bulk amorphous magnetic components will magnetize and 
demagnetize more efficiently than components made from 
other iron-base magnetic metals. When used as the rotor or 
Stator in an electric motor, the bulk amorphous metal com 
ponent will generate leSS heat than a comparable component 
made from another iron-base magnetic metal when the two 
components are magnetized at identical induction and fre 
quency. The electric motor using the bulk amorphous metal 
component can therefore be designed to operate 1) at a lower 
operating temperature; 2) at higher induction to achieve 
reduced size and weight; or, 3) at higher frequency to 
achieve reduced size and weight, or to achieve Superior 
motion control, when compared to electric motors using 
components made from other iron-base magnetic metals. 
AS is known in the art, core loSS is that dissipation of 

energy which occurs within a ferromagnetic material as the 
magnetization thereof is changed with time. The core loSS of 
a given magnetic component is generally determined by 
cyclically exciting the component. A time-varying magnetic 
field is applied to the component to produce therein a 
corresponding time variation of the magnetic induction or 
flux density. For the Sake of Standardization of measurement 
the excitation is generally chosen Such that the magnetic 
induction varies sinusoidally with time at a frequency “f” 
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and with a peak amplitude B. The core loSS is then 
determined by known electrical measurement instrumenta 
tion and techniques. LOSS is conventionally reported as watts 
per unit mass or Volume of the magnetic material being 
excited. It is known in the art that loSS increases monotoni 
cally with fand B. Most Standard protocols for testing the 
core loSS of Soft magnetic materials used in components of 
motors {e.g. ASTM Standards A912–93 and A927 (A927M 
94)} call for a sample of such materials which is situated in 
a Substantially closed magnetic circuit, i.e. a configuration in 
which closed magnetic flux lines are completely contained 
within the volume of the sample. On the other hand, a 
magnetic material as employed in a motor component Such 
as a rotor or a Stator is situated in a magnetically open 
circuit, i.e. a configuration in which magnetic flux lines must 
traverse an air gap. Because of fringing field effects and 
non-uniformity of the field, a given material tested in an 
open circuit generally exhibits a higher core loSS, i.e. a 
higher value of watts per unit mass or Volume, than it would 
have in a closed-circuit measurement. The bulk magnetic 
component of the invention advantageously exhibits low 
core loSS Over a wide range of flux densities and frequencies 
even in an open-circuit configuration. 

Without being bound by any theory, it is believed that the 
total core loSS of the low-loSS bulk amorphous metal com 
ponent of the invention is comprised of contributions from 
hysteresis losses and eddy current losses. Each of these two 
contributions is a function of the peak magnetic induction 
B, and of the excitation frequency f. Prior art analyses of fix 

core losses in amorphous metals (see, e.g., G. E. Fish, J. 
Appl. Phys. 57, 3569(1985) and G. E. Fish et al., J. Appl. 
Phys. 64, 5370(1988)) have generally been restricted to data 
obtained for material in a closed magnetic circuit. 

The total core loss L(B., f) per unit mass of the bulk 
magnetic component of the invention may be essentially 
defined by a function having the form 

wherein the coefficients c and c and the exponents n, m, 
and q must all be determined empirically, there being no 
known theory that precisely determines their values. Use of 
this formula allows the total core loss of the bulk magnetic 
component of the invention to be determined at any required 
operating induction and excitation frequency. It is generally 
found that in the particular geometry of a motor rotor or 
Stator the magnetic field therein is not spatially uniform. 
TechniqueS Such as finite element modeling arc known in the 
art to provide an estimate of the Spatial and temporal 
variation of the peak flux density that closely approximates 
the flux density distribution measured in an actual motor or 
generator. Using as input a Suitable empirical formula giving 
the magnetic core loSS of a given material under Spatially 
uniform flux density these techniques allow the correspond 
ing actual core loSS of a given component in its operating 
configuration to be predicted with reasonable accuracy. 

The measurement of the core loSS of the magnetic com 
ponent of the invention can be carried out using various 
methods known in the art. A method especially Suited for 
measuring the present component may be described as 
follows. The method comprises forming a magnetic circuit 
with the magnetic component of the invention and a flux 
closure Structure means. Optionally the magnetic circuit 
may comprise a plurality of magnetic components of the 
invention and a flux closure Structure means. The flux 
closure Structure means preferably comprises Soft magnetic 
material having high permeability and a Saturation flux 
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10 
density at least equal to the flux density at which the 
component is to be tested. Preferably, the Soft magnetic 
material has a Saturation flux density at least equal to the 
saturation flux density of the component. The flux direction 
along which the component is to be tested generally defines 
first and Second opposite faces of the component. Flux lines 
enter the component in a direction generally normal to the 
plane of the first opposite face. The flux lines generally 
follow the plane of the amorphous metal Strips, and emerge 
from the Second opposing face. The flux closure Structure 
means generally comprises a flux closure magnetic compo 
nent which is constructed preferably in accordance with the 
present invention but may also be made with other methods 
and materials known in the art. The flux closure magnetic 
component also has first and Second opposing faces through 
which flux lines enter and emerge, generally normal to the 
respective planes thereof. The flux closure component 
opposing faces are Substantially the same size and shape to 
the respective faces of the magnetic component to which the 
flux closure component is mated during actual testing. The 
flux closure magnetic component is placed in mating rela 
tionship with its first and Second faces closely proximate and 
Substantially proximate to the first and Second faces of the 
magnetic component of the invention, respectively. Magne 
tomotive force is applied by passing current through a first 
winding encircling either the magnetic component of the 
invention or the flux closure magnetic component. The 
resulting flux density is determined by Faraday's law from 
the Voltage induced in a Second winding encircling the 
magnetic component to be tested. The applied magnetic field 
is determined by Ampere's law from the magnetomotive 
force. The core loSS is then computed from the applied 
magnetic field and the resulting flux density by conventional 
methods. 

Referring to FIG. 7, there is illustrated a testing method 
Suitable for determining the core loSS of magnetic compo 
nent 10. Longside 78b of core 70 is appointed as magnetic 
component 10 for core loss testing. The remainder of core 70 
Serves as the flux closure Structure means, which is generally 
C-shaped and comprises the four generally radiused corners 
76, short sides 74 and long side 78a. Each of the cuts 72 
which separate the radiused corners 76, the short sides 74, 
and long side 78a is optional. Preferably, only the cuts 
separating long side 78b from the remainder of core 70 are 
made. Cut surfaces formed by cutting core 70 to remove 
long Side 78b define the opposite faces of the magnetic 
component and the opposite faces of the flux closure mag 
netic component. For testing, long Side 78b is is situated 
with its faces closely proximate and parallel to the corre 
sponding faces defined by the cuts. The faces of long Side 
78b are substantially the same in size and shape as the faces 
of the flux closure magnetic component. Two copper wire 
windings (not shown) encircle longside 78b. An alternating 
current of Suitable magnitude is passed through the first 
winding to provide a magnetomotive force that eXcites long 
Side 78b at the requisite frequency and peak flux density. 
Flux lines in long side 78b and the flux closure magnetic 
component are generally within the plane of StripS 22 and 
directed circumferentially. Voltage indicative of the time 
varying flux density within longside 78b is induced in the 
Second winding. Core loSS is determined by conventional 
electronic means from the measured values of Voltage and 
Current. 
The following examples are presented to provide a more 

complete understanding of the invention. The Specific 
techniques, conditions, materials, proportions and reported 
data Set forth to illustrate the principles and practice of the 
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invention are exemplary and should not be construed as 
limiting the Scope of the invention. 

EXAMPLE 1. 

Preparation And Electro-Magnetic Testing of an 
Amorphous Metal Rectangular Prism 

FesoB Sio amorphous metal ribbon, approximately 60 
mm wide and 0.022 mm thick, was wrapped around a 
rectangular mandrel or bobbin having dimensions of 
approximately 25 mm by 90 mm. Approximately 800 wraps 
of amorphous metal ribbon were wound around the mandrel 
or bobbin producing a rectangular core form having inner 
dimensions of approximately 25 mm by 90 mm and a build 
thickness of approximately 20 mm. The core/bobbin assem 
bly was annealed in a nitrogen atmosphere. The anneal 
consisted of: 1) heating the assembly up to 365 C.; 2) 
holding the temperature at approximately 365 C. for 
approximately 2 hours; and, 3) cooling the assembly to 
ambient temperature. The rectangular, wound, amorphous 
metal core was removed from the core/bobbin assembly. The 
core was vacuum impregnated with an epoxy resin Solution. 
The bobbin was replaced, and the rebuilt, impregnated 
core/bobbin assembly was cured at 120° C. for approxi 
mately 4.5 hours. When fully cured, the core was again 
removed from the core/bobbin assembly. The resulting 
rectangular, wound, epoxy bonded, amorphous metal core 
weighed approximately 2100 g. 
A rectangular prism 60 mm long by 40 mm wide by 20 

mm thick (approximately 800 layers) was cut from the 
epoxy bonded amorphous metal core with a 1.5 mm thick 
cutting blade. The cut Surfaces of the rectangular prism and 
the remaining Section of the core were etched in a nitric 
acid/water Solution and cleaned in an ammonium hydroxide/ 
water Solution. 

The remaining Section of the core was etched in a nitric 
acid/water Solution and cleaned in an ammonium hydroxide/ 
water Solution. The rectangular prism and the remaining 
Section of the core were then reassembled into a full, cut core 
form. Primary and Secondary electrical windings were fixed 
to the remaining Section of the core. The cut core form was 
electrically tested at room temperature at 60 Hz, 1,000 Hz, 
5,000 Hz and 20,000 Hz and compared to catalogue values 
for other ferromagnetic materials in Similar test configura 
tions National Arnold Magnetics, 17030 Muskrat Avenue, 
Adelanto, CA 92301 (1995). The results are compiled 
below in Tables 1, 2, 3 and 4. 

TABLE 1. 

Core Loss (a 60 Hz (W/kg 

Material 

Crystalline Crystalline Crystalline Crystalline 
Fe-3%. S. Fe-3%. S. Fe-3%. S. Fe-3% Sl 
(25 um) (50 um) (175 um) (275 um) 
National- National- National- National 

Amorphous Arnold Arnold Arnold Arnold 
Flux FesoB11 Sio Magnetics Magnetics Magnetics Magnetics 
Density (22 um) Silectron Silectron Silectron Silectron 

O3 T O.10 O.2 O1 O.1 O.O6 
O.7 T O.33 O.9 0.5 0.4 O.3 
O.8T 1.2 O.7 O.6 0.4 
1.OT 1.9 1.O O.8 O6 
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TABLE 1-continued 

Core Loss (a 60 Hz (W/kg) 

Material 

Crystalline Crystalline Crystalline Crystalline 
Fe-3%. S. Fe-3%. S. Fe-3%. S. Fe-3% Sl 

(25 um) (50 um) (175 um) (275 um) 
National- National- National- National 

Amorphous Arnold Arnold Arnold Arnold 

Flux FesB Sio Magnetics Magnetics Magnetics Magnetics 
Density (22 um) Silectron Silectron Silectron Silectron 

1.1 T 0.59 

1.2T 2.6 1.5 1.1 O.8 

1.3 T O.75 

1.4T O.85 3.3 1.9 1.5 1.1 

TABLE 2 

Core Loss (a 1,000 Hz (W/kg) 

Material 

Crystalline Crystalline Crystalline Crystalline 
Fe-3%. S. Fe-3%. S. Fe-3%. S. Fe-3% Sl 

(25 um) (50 um) (175 um) (275 um) 
National- National- National- National 

Amorphous Arnold Arnold Arnold Arnold 
Flux FesoB11 Sio Magnetics Magnetics Magnetics Magnetics 
Density (22 um) Silectron Silectron Silectron Silectron 

O.3 T 1.92 2.4 2.O 3.4 5.0 

0.5T 4.27 6.6 5.5 8.8 12 
O.7 T 6.94 13 9.O 18 24 

0.9T 9.92 2O 17 28 41 
1.OT 11.51 24 2O 31 46 

1.1 T 13.46 
1.2T 15.77 33 28 
1.3 T 17.53 
1.4T 19.67 44 35 

TABLE 3 

Core LOSS (a 5,000 Hz (W/kg 

Material 

Crystalline 
Crystalline Crystalline Fe-3% Sl 
Fe-3% Sl Fe-3% Sl (175 um) 
(25 um) (50 um) National 

Amorphous National-Arnold National-Arnold Arnold 
Flux FesoB11 Sig Magnetics Magnetics Magnetics 
Density (22 um) Silectron Silectron Silectron 

O.O4T O.25 O.33 O.33 1.3 
O.06 T 0.52 O.83 O.80 2.5 
O.08T O.88 1.4 1.7 4.4 
O.1OT 1.35 2.2 2.1 6.6 
O.2OT 5 8.8 8.6 24 
O.3OT 1O 18.7 18.7 48 
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TABLE 4 

Core Loss (a 20,000 Hz (W/kg 

Material 

Crystalline 
Crystalline Crystalline Fe-3% Sl 
Fe-3% Sl Fe-3% Sl (175 um) 
(25 um) (50 um) National 

Amorphous National-Arnold National-Arnold Arnold 
Flux FesoB11 Sig Magnetics Magnetics Magnetics 
Density (22 um) Silectron Silectron Silectron 

O.O4T 1.8 2.4 2.8 16 
O.06 T 3.7 5.5 7.0 33 
O.08T 6.1 9.9 1.2 53 
O.1OT 9.2 15 2O 88 
O.2OT 35 57 82 
O3OT 70 130 

As shown by the data in Table 3 and 4, the core loss is 
particularly low at excitation frequencies of 5000 Hz or 
more. Thus, the magnetic component of the invention is 
especially Suited for use in high-Speed motors. 

EXAMPLE 2 

Preparation of an Amorphous Metal Trapezoidal 
Prism 

FesoB Si amorphous metal ribbon, approximately 48 
mm wide and 0.022 mm thick, was cut into lengths of 
approximately 300 mm. Approximately 3,800 layers of the 
cut amorphous metal ribbon were Stacked to form a bar 
approximately 48 mm wide and 300 mm long, with a build 
thickness of approximately 96 mm. The bar was annealed in 
a nitrogen atmosphere. The anneal consisted of: 1) heating 
the bar up to 365 C.; 2) holding the temperature at approxi 
mately 365 C. for approximately 2 hours; and, 3) cooling 
the bar to ambient temperature. The bar was vacuum 
impregnated with an epoxy resin Solution and cured at 120 
C. for approximately 4.5 hours. The resulting Stacked, epoxy 
bonded, amorphous metal bar weighed approximately 9000 
9. 
A trapezoidal prism was cut from the Stacked, epoxy 

bonded amorphous 15 metal bar with a 1.5 mm thick cutting 
blade. The trapezoid-shaped face of the prism had bases of 
52 and 62 mm and height of 48 mm. The trapezoidal prism 
was 96 mm (3,800 layers) thick. The cut surfaces of the 
trapezoidal prism and the remaining Section of the core were 
etched in a nitric acid/water Solution and cleaned in an 
ammonium hydroxide/water Solution. 
The trapezoidal prism has a core loSS of less than 11.5 

W/kg when excited at 1000 Fliz to a peak induction level of 
1.O.T. 

EXAMPLE 3 

Preparation of Polygonal, Bulk Amorphous Metal 
Components With Arc-Shaped Cross-Sections 

FesoB Sio amorphous metal ribbon, approximately 50 
mm wide and 0.022 mm thick, was cut into lengths of 
approximately 300 mm. Approximately 3,800 layers of the 
cut amorphous metal ribbon were Stacked to form a bar 
approximately 50 mm wide and 300 mm long, with a build 
thickness of approximately 96 mm. The bar was annealed in 
a nitrogen atmosphere. The anneal consisted of: 1) heating 
the bar up to 365 C.; 2) holding the temperature at approxi 
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14 
mately. 365 C. for approximately 2 hours; and, 3) cooling 
the bar to ambient temperature. The bar was vacuum 
impregnated with an epoxy resin Solution and cured at 120 
C. for approximately 4.5 hours. The resulting Stacked, epoxy 
bonded, amorphous metal bar weighed approximately 9200 
9. 

The Stacked, epoxy bonded, amorphous metal bar was cut 
using electro-discharge machining to form a three 
dimensional, arc-shaped block. The Outer diameter of the 
block was approximately 96 mm. The inner diameter of the 
block was approximately 13 mm. The arc length was 
approximately 90°. The block thickness was approximately 
96 mm. 

FesB Si amorphous metal ribbon, approximately 20 
mm wide and 0.022 mm thick, was wrapped around a 
circular mandrel or bobbin having an Outer diameter of 
approximately 19 mm. Approximately 1,200 wraps of amor 
phous metal ribbon were wound around the mandrel or 
bobbin producing a circular core form having an inner 
diameter of approximately 19 mm and an outer diameter of 
approximately 48 mm. The core had a build thickness of 
approximately 29 mm. The core was annealed in a nitrogen 
atmosphere. The anneal consisted of: 1) heating the bar up 
to 365 C.; 2) holding the temperature at approximately 365 
C. for approximately 2 hours; and, 3) cooling the bar to 
ambient temperature. The core was vacuum impregnated 
with an epoxy resin solution and cured at 120° C. for 
approximately 4.5 hours. The resulting wound, epoxy 
bonded, amorphous metal core weighed approximately 71 g. 

The wound, epoxy bonded, amorphous metal core was cut 
using a water jet to form a Semi-circular, three-dimensional 
shaped object. The Semi-circular object had an inner diam 
eter of approximately 19 mm, an outer diameter of approxi 
mately 48 mm, and a thickness of approximately 20 mm. 
The cut Surfaces of the polygonal bulk amorphous metal 

components were etched in a nitric acid/water Solution and 
cleaned in an ammonium hydroxide/water Solution. 

Each of the polygonal bulk amorphous metal components 
has a core loss of less than 11.5 W/kg when excited at 1000 
HZ to a peak induction level of 1.0 T. 

EXAMPLE 4 

High Frequency Behavior of Low-Loss Bulk 
Amorphous Metal Components 

The core loSS data taken in Example 1 above were 
analyzed using conventional non-linear regression methods. 
It was determined that the core loss of a low-loss bulk 
amorphous metal component comprised of FesoB Sio 
amorphous metal ribbon could be essentially defined by a 
function having the form 

Suitable values of the coefficients c and c and the expo 
nents n, m, and q were Selected to define an upper bound to 
the magnetic losses of the bulk amorphous metal compo 
nent. Table 5 recites the measured losses of the component 
in Example 1 and the losses predicted by the above formula, 
each measured in Watts per kilogram. The predicted losses as 
a function of f (Hz) and B, (Tesla) were calculated using 
the coefficients c=0.0074 and c=0.000282 and the expo 
nents n=1.3, m=2.4, and q=1.5. The measured loSS of the 
bulk amorphous metal component of Example 1 was leSS 
than the corresponding loSS predicted by the formula. 
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TABLE 5 

Measured Core Predicted 
Bmax Frequency Loss Core Loss 

Point (Tesla) (Hz) (W/kg) (W/kg) 

1. O.3 60 O.1 O.10 
2 O.7 60 O.33 O.33 
3 1.1 60 0.59 O.67 
4 1.3 60 0.75 0.87 
5 1.4 60 O.85 O.98 
6 O.3 1OOO 1.92 2.04 
7 0.5 1OOO 4.27 4.69 
8 O.7 1OOO 6.94 8.44 
9 O.9 1OOO 9.92 13.38 
1O 1. 1OOO 11.51 1632 
11 1.1 1OOO 13.46 1959 
12 1.2 1OOO 15.77 23.19 
13 1.3 1OOO 17.53 27.15 
14 1.4 1OOO 19.67 31.46 
15 O.04 5OOO 0.25 O.61 
16 O.O6 5OOO 0.52 1.07 
17 O.08 5OOO O.88 1.62 
18 O1 5OOO 1.35 2.25 
19 O.2 5OOO 5 6.66 
2O O.3 5OOO 1O 13.28 
21 O.04 2OOOO 18 2.61 
22 O.O6 2OOOO 3.7 4.75 
23 O.08 2OOOO 6.1 7.41 
24 O1 2OOOO 9.2 10.59 
25 O.2 2OOOO 35 35.02 
26 O.3 2OOOO 70 75.29 

EXAMPLE 5 

Preparation of a Nanocrystalline Alloy Rectangular 
Prism 

Fezas CuNb BoSis amorphous metal ribbon, approxi 
mately 25 mm wide and 0.018 mm thick, is cut into lengths 
of approximately 300 mm. Approximately 1,200 layers of 
the cut amorphous metal ribbon are Stacked to form a bar 
approximately 25 mm wide and 300 mm long, with a build 
thickness of approximately 25 mm. The bar is annealed in a 
nitrogen atmosphere. The anneal is carried out by perform 
ing the following steps: 1) heating the bar up to 580 C.; 2) 
holding the temperature at approximately 580 C. for 
approximately 1 hour; and, 3) cooling the bar to ambient 
temperature. The bar is vacuum impregnated with an epoxy 
resin solution and cured at 120° C. for approximately 4.5 
hours. The resulting Stacked, epoxy bonded, amorphous 
metal bar weighs approximately 1200 g. 

Arectangular prism is cut from the Stacked, epoxy bonded 
amorphous metal bar with a 1.5 mm thick cutting blade. The 
face of the prism is approximately 25 mm Square with a 
length of 50 mm. The rectangular prism is 25 mm (1200 
layers) thick. The cut Surfaces of the rectangular prism are 
etched in a nitric acid/water Solution and cleaned in an 
ammonium hydroxide/water Solution. 
The rectangular prism has a core loSS of less than 11.5 

W/kg when excited at 1000 Hz to a peak induction level of 
1.O.T. 

Having thus described the invention in rather full detail, 
it will be understood that such detail need not be strictly 
adhered to but that various changes and modifications may 
Suggest themselves to one skilled in the art, all falling within 
the Scope of the present invention as defined by the Sub 
joined claims. 
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What is claimed is: 
1. A method of constructing a low core loSS bulk amor 

phous metal magnetic component for use in an electric 
motor comprising, in Sequence, the Steps of 

(a) cutting amorphous metal Strip material to form a 
plurality of cut Strips having a predetermined length; 

(b) Stacking said cut Strips to form a bar of Stacked 
amorphous metal Strip material; 

(c) annealing said Stacked bar; 
(d) impregnating said Stacked bar with an epoxy resin and 

curing Said resin impregnated Stacked bar; and 
(e) cutting said Stacked bar at predetermined lengths to 

provide a plurality of polyhedrally shaped magnetic 
components having a predetermined three-imensional 
geometry, 

wherein Said component has a core loSS less than "L' 
wherein L is given by the formula L=0.0074 f (B)'+ 
0.000282 f' (B)", the core loss, the excitation fre 
quency and the peak induction level being measured in Watts 
per kilogram hertz, and teslas, respectively. 

2. A method of constructing a low core loSS, bulk amor 
phous metal magnetic component as recited by claim 1, 
wherein said step (a) comprises cutting amorphous metal 
Strip material using a cutting blade, a cutting wheel, a water 
jet or an electro-discharge machine. 

3. A bulk amorphous metal magnetic component for use 
in an electric motor constructed in accordance with the 
method of claim 2. 

4. A method of constructing a low core loSS, bulk amor 
phous metal magnetic component for use in an electric 
motor comprising, in Sequence, the Steps of 

(a) winding an amorphous metal ribbon about a mandrel 
to form a generally rectangular core having generally 
radiused corners, 

(b) annealing said wound, rectangular core; 
(c) impregnating said wound, rectangular core with an 

epoxy resin and curing Said epoxy resin impregnated 
rectangular core; 

(d) cutting the short sides of Said generally rectangular 
core to form two polyhedrally shaped magnetic com 
ponents having a predetermined three-dimensional 
geometry that is the approximate size and shape of Said 
short Sides of Said generally rectangular core; 

(e) removing the generally radiused corners from the long 
Sides of Said generally rectangular core, and 

(f) cutting the longsides of said generally rectangular core 
to form a plurality of magnetic components having Said 
predetermined three-dimensional geometry, 

wherein Said component has a core loSS less than "L.” 
wherein L is given by the formula L=0.0074 f (B)+ 
0.000282 f' (B)", the core loss, the excitation fre 
quency and the peak induction level being measured in Watts 
per kilogram, hertz, and teslas, respectively. 

5. A method of constructing a bulk amorphous metal 
magnetic component as recited by claim 4, wherein at least 
one of Said steps (d) and (f) comprises cutting amorphous 
metal Strip material using a cutting blade, a cutting wheel, a 
water jet or an electro-discharge machine. 

6. A bulk amorphous metal magnetic component for use 
in an electric motor constructed in accordance with the 
method of claim 4. 


